WHAT_I_CLAIM_^ : 

-,^-trical connection between at 

> — - — iShin9 I! n . wc.piece an, at 

least one connecting pxece (9) 

le ast one wire (6) comprising: 

n athe end of the at least one wire (6); 
- preparing tne eiw 

. po sitioning the prepare, end of the wire »» * 

connecting piece (9) ; and 

., „d to the connecting piece (6) by 
- welding the prepared end to 

laser radiation. 

h d o£ clai. 1 -rein the preparation of the end of 
2 . Th e .ethod of attachipg thereto a 

the at least one wire (6). 
contact piece (1) • 

onto the ' wire end. 

4 

onto the connecting piece <9> for the positing. 


<. ha t the contact piece (D 13 
, re chosen so that 
pieCS ( 1 . off the connecting piece (9). 

preve nted fro* siiamg off 

■ Dr ior to the laser welding, the 
Th e method of claim iw-rein.pr ^ ^ 

„<= the prepared end of 
positioning of the P 

connecting piece is -nitored. . 

- ,-he -thod — ^ ^ re (6) _ is -connected to 

tuo connecting pieces ^ ^ ^ (iJ „ the 

each connecting piece (9) 


end of vire (6) . 


• 7 herein the connection of the at least 
comec . ting pieces (9) is 

to the at least 
two wires (6) ^° 

performed simultaneously. 

t*\ are arranged 

• n wherein the wires (6) ar 

The method of Cla» ^ ^ ^ least w 

connecting — > ^ (() extend parallel adjacent 

(1) i» tent S ° ^ . . na o£ the contact pieces (1) on 

the positioning of tne 
each other after the P 

the connecting pieces (9) . 

, im 7 serein, prior to laser welding, the 
.. Th e method of claim ^ pieoes (9) 1S 

assignment of the wires (6) 


monitored. 


„ £ claim 2 including the additional s t ep 
The method of claim iaser welding . 

encapsuiating the wor*piece 

■ ,11 the steps are performed by 
The method of claim 2 wherein all 

, 4„ a fully automatic manner, 
computer-control in a fully 

first portion (3) £° r 
niece comprising a first P 
• * COTtaCt P1 , a ulre (6) and a second portion 

establishing a connection to ^ 

, " that S aid second portion (5) can b P - 
(5 ) shaped so that on p) 1S 

„,.„ (9), wherein the in 
a connecting piece ( flexib le web (7) so 

» A to the second portion (5) via 

. ■ feent psrpendlcula rly to its 
tha t the second portion (5) c _ 

14 . The contact piece connec tion. 
connected to the wire (6) 


15. 


. o£ claim 13 wherein the second portion (5) 
Th e contact piece of ed Qnto 


a connecting piece O) • 


. Qf claim XS wherein the sleeve opening of 

»■ T - PieCS 5 Is a round cross-section, 

the second portion (5) has a 

. ce of claim 15 wherein the sleeve opening of 
17 . The contact piece o cross -section. 
the second portion (5) has a p 


. of claim 13 wherein the center axis of the 
IS. The contact piece of perpend icular to the 

alignment of an ena 


portion. 


»■ ^ C ° nt3C " (S , are adapted to the connecting piece 

slee ve-like portion (5) are 

(9) of a workpiece (11) • 

20 The contact piece 

21 . The contact piece „„ n , ist ing of brass, copper 

consists OU— ^oup COnS1Stl9 

and copper-beryllium alloy. 

QUt the method of claim 1, 
22 . A n apparatus for carry.ng out 

comprising: 

,04^ for positioning prepared 
a component inserting statron ^ P ^ ^ 

wires („ on the connect. e C , ^ ^ ^ _ 

a laser welding statin <"> transport 

„ wires (6) to connecting pieces (9), 
prepared wires (°j 

• „ thp worlcpieces (11) • 
system (22) for conveymg the 

, „ wherein the component inserting 

23. An apparatus of claim 22 


4 


welding. 


- - of da, _ d . ng station (28 > . . 

stati on ,o r co-pon-nt ion 

provide and/or follows the pott, 

for auction contro! (32) i- P«vi^- 


An 

station (36) . 


■ ■ „ » control means for fully 
automatic control of the apparatus. 


